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In the claims: 



Claims 1-27 cancelled. 



28. (Previously presented) A method of producing curved 
lengths of spring bend band steel, comprising the steps of bending a spring 
band steel (10) which is made up of lengths of spring band steel (11) that 
adjoin one another and are of one piece with one another, between three 
support points (23-25) which are spaced from each other in a spring band 
steel advancing direction and rest against alternating band sides of the 
spring band steel (10); at a subsequent support point (32) downstream of the 
three support points (23-25), bending back by a lesser bending degree than 
during the bending by the three support points (23-25) in an opposite 
direction; cutting the length of spring band steel (11) that is bent from the 
spring band steel (10); establishing the subsequent support point as a 
movable reverse bending roller (33); and controlling a movement of the 
reverse bending roller (33) by a numerical control unit (29). 

29. (Previously presented) A method as defined in claim 28; 
and further comprising constituting the support points (23, 24, 32) by a 
circumference of a roller (26, 27, 33). 
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30. (Previously presented) A method as defined in claim 28; 
and further comprising setting the bending degree of the spring band steel 
(10) in the three support points (23-25) to be greater by the reverse bending 
degree at the fourth support point (32) than a required final bending radiusof 
the length of spring band steel (11). 

31 . (Previously presented) A method as defined in claim 28; 
and further comprising empirically determining the reverse bending degree. 

32. (Previously presented) A method as defined in claim 28; 
and further comprising providing the reverse bending degree to be 1 0-20% of 
the bending degree. 

33. (Previously presented) A method as defined in claim 
28;and further comprising carrying the bending and reverse bending of the 
spring band steel (10), with continuous advancing of the spring band steel 
which is temporarily interrupted for the cutting of the lengths of the spring 
band steel (11). 

34. (Previously presented) A method of producing curved 
lengths of spring bend band steel, comprising the steps of bending a spring 
band steel (10) which is made up of lengths of spring band steel (1 D that 
adjoin one another and are of one piece with one another, between three 
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support points (23-25) . which are spaced from each other in a spring band 
steel advancing direction and rest against alternating band sides of the 
spring band steel (1 0); at a subsequent support point (32) downstream of the 
three support points (23-25), bending back by a lesser bending degree than 
during the bending by the three support points (23-25) in an opposite 
direction; cutting the length of spring band steel (11) that is bent from the 
spring band steel (10); marking the adjoining lengths of spring band steel 
(11) by trigger holes (12) for controlling beginnings and ends of the bending 
step, the bending back step and the cutting step. 

35. (Previously presented) A method as defined in claim 34; 
and further comprising constituting the other support points (23, 24, 32) by a 
circumference of a roller (26, 27, 33). 

36. (Previously presented) A method as defined in claim 34; 
and further comprising setting the bending degree of the spring band steel 
(10) in the three support points (23-25) to be greater by the reverse bending 
degree at the fourth support point (32) than a required final bending radius of 
the length of spring band steel (11). 

37. (Previously presented) A method as defined in claim 34; 
and further comprising empirically determining the reverse bending degree. 
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38. (Previously presented) A method as defined in claim 34; 
and further comprising providing the reverse bending degree to be 10-20% of 
the bending degree. 

39. (Previously presented) A method as defined in claim 
34;and further comprising carrying the bending and reverse bending of the 
spring band steel (10), with continuous advancing of the spring band steel 
which is temporarily interrupted for the cutting of the lengths of the spring 
band steel (11). 

40. (Previously presented) A device for producing curved 
lengths of spring band steel (11). comprising a bending unit (20) including 
three support points (23-25) spaced apartfrom one another through which a 
spring band steel (1 0) which is made of the length of spring band steel (1 1) 
that are disposed one another and are of one piece with one another, is 
conveyable so that the support points (23-25) rest against alternating band 
sides of the spring band steel , wherein the center support point (24) of the 
three support points (23-25) is embodied so that It is movable lateral to the 
spring band steel in order to adjust the banding radius; a reverse bending 
unit (22) that engages the same band side of the spring band steel (10) as 
the center support point (24) of the three support points (23-25) of the 
bending unit (20) and having a support point (32), the reverse bending unit is 
movable lateral to the spring band steel in order to adjust a reverse banding 
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radius by means of numerical control unit (29); and a cutting unit (21) for 
cutting the length of the spring band steel (11) which passes through the 
bending unit (20) and the reverse bending unit (22). 

41 . (Currently amended) A dovicc ao defined in cla i m 40 A 
devire far prodd in g curved len nths of spring band steel (1 1), comprising^ 
hPndino unit <2t» including thre « support points f?3-?n) spaced apart from 
nnp another thronnh which a son ™ hand steel (10) which is made of the 
length of spring band steel (IT) that are disposed one another and are of one 
piece with one another, is copvpvable so that the suppor t point? (23-25) rest 
anainst alternat in g hand sides o f the soring band stppI wherein the center 
si .nnnrt point ( 2* of the three su nno r t po ints (23- 25) is embod ied so that it is . 
movable lateral tn the soring hand steel in order to adjust the banding radius ; 
a reverse bending unit (22) t h at engages the same band side of the spring 
hand steel MO^ 8J the center S "ppn* point (24) of the three support points 
(23-25) of thft pending unit (20) and havin g a support point (32), the reverse. 
tending unit js movable late r al to the spring band steel in order to adjus ta 
reverse banding radius bv means of num erical control unit f?9); and a cutting 
unit (21) for cutting the len g th nf the soring band steel (1 1) which passes 
through the bending unit (20) an d the reverse bending unit (22), wherein the 
cutting unit (21 ) is integrated into the bending unit (20) by virtue of the fact 
that the last support point (25) of the bending unit (20) in the advancing 
direction of the spring band steel is embodied as a cutting edge (30) 
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extending over the width of the spring band steel, which a cutting blade (31) 
is guided past, moving lateral to the spring band steel (10). 

42. (Previously presented) A device as defined in claim 40, 
wherein the adjusting movements of the central support point (24) of the 
bending unit (20) and the support point (32) of the reverse bending unit (22) 
are controlled by means of a control unit (29) in accordance with programs 
which take into account the varying material thickness and the possibly 
varying, predetermined zonal bending radii of the lengths of spring band 
steel (11). 

43. (Previously presented) A device as defined in claim 42, 
wherein the lengths of spring band steel (11) following one after the other in 
the spring band steel (10) are marked by means of trigger holes (12) in the 
spring band steel (1 0) which are used to trigger the control unit (29) in order 
to begin and end the bending and reverse bending programs and to trigger 
the cutting process by means of the cutting unit (21). 

44. (Previously presented) A device as defined in claim 42, 
wherein the programmed adjusting movement of the central support point 
(24) of the bending unit (20) and the programmed adjusting movement of the 
support point (32) of the reverse bending unit (22) are matched to each other 
so that the bending degree produced in the bending unit (20) is greater by 
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the reverse bending degree than the predetermined final bending degree of 
the length of spring band steel (11). 

45. (Previously presented) A device as defined in claim 44, 
wherein the magnitude of the reverse bending degree is empirically 
determined. 

46. (Previously presented) A device as defined in claim 44, 
wherein the reverse bending degree is selected to be 10-20% of the bending 
degree. 

47. (Currently amended) A dovioo as dofinod i n olaim 42 A 
device for producing curved lengths of soring band steel QH comprising a 
bending unit (20) including three support points (23-25) spaced a part from 
one another through which a soring ba nd steel MO) which is made of the 
length of soring band steel ( 1 11 that are dispose d one another and are of one 
piece with one another, is convevable so that the support points (23-25) rest 
against alternating band sides of the soring band steel . wherein the center 
support point (24) of the three support points (23-25) is emb odied so that it is 
movable lateral to the spring band steel in order to adjus t the banding radius; 
a reverse bending unit (22) that engages the same ban d side of the soring 
band steel (10) as the center support point (24) of th e three support points 
(23-25) of the bending unit (201 and havin g a support point (32Y the reverse 



PAGE 10/27 * RCVD AT 2/23/2006 1:26:41 PM [Eastern Standard Time] * SVR:USPT0-EFXRF-1/3 * DNIS:2738300 * CSID: 1 631 549 0404 * DURATION (mm-ss):06-22 



02/23/2006 13:26 TEL 1 631 549 0404 STRIKER 0 STRIKER * US PTO 1011/027 



handing unit is movable lateral to. ffie soring band steel in order to adjust a 
reverse banding radi. is bv mear^ numerical control I init (?9); and a cutting 
.,nit .211 for cuttinn the length of the soring band steel (11) which passes 
through the benriinn .init (20) ap H the reverse bending unit (22), wherein the 
adj usting movements of the ce ntral support point (24) of the bending unjt 
(20) and the sur,nort point (32 ) rrftha reverse bending unit (22) are controlled 
by means of a control unit (29) i " accordance with programs which take into 
account the varying materi a thinness and the possibly varying 
predetermined ranal bendin g radii of the lengths of spring band steel (11) , 
wherein an image capturing system (36) is provided for optically measuring 
the finished lengths of spring band steel (1 1 ) cut from the spring band steel 
(10) and determining the deviation from a preset reference value, and by 
means of a correcting device (37) for correcting the bending and/or reverse 
bending program as a function of an average reference value deviation. 

48. (Previously presented) A device as defined in claim 41. 
wherein the first support point (23) of the bending unit (20) in the advancing 
direction of the spring band steel (10) is embodied so that it can be moved, 
preferably manually, lateral to the spring band steel (10) in the direction of 
the band thickness. 

49. (Previously presented) A device as defined in claim 41 , 
wherein the two support points (23, 24) of the bending unit (20) and the 



PAGE 1 1/27 * RCVD AT 2C3/2006 1 :26:41 PM pstem Standard Time] * SVR:USPT0-EFXRF-1i3 * DNIS:2738300 * CSID:1 631 549 0404 * DURATION (mm-ss):06-22 



02/23/2006-13:27 TEL 1 631 549 0404 STRIKER @ STRIKER ■* US PTO ©01 



support point (32) of the reverse bending unit (22) are constituted by the 
circumference of rollers (26, 27, and 33). 

50. (Previously presented) A device as defined in claim 40, 
wherein the spring band steel (10) is wound on a storage roll (15) and that 
the spring band steel (1 0) is conveyed between at least two driven advancing 
rollers (13, 14), which engage opposite band sides of the spring band steel 
(10), take the spring band steel (10) from the storage roll (15), and supply it 
tot he bending unit (20). 

51 . (Previously presented) A device as defined in claim 40, 
wherein a number of rollers selected from the group consisting of guide 
rollers (16-19) and guide rails are disposed ahead of the bending unit (20) 
and rest in pairs against opposite sides of the spring band steel (10). 

52. (Previously presented) A device for producing curved 
lengths of spring band steel (11), comprising a bending unit (20) including 
three support points (23-25) spaced apart from one another through which a 
spring band steel (10) which is made of the lengths of spring band steel (1 1) 
that adjoin one another and are of one piece with one another, is conveyable 
so that the support points (23-25) rest against alternating band sides of the 
spring band steel . wherein the center support point (24) of the three support 
points (23-25) is embodied so that it is movable lateral to the spring band 
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steel in order to adjust the banding radius; a reverse bending unit (22) that 
engages the same band side of the spring band steel (10) as the center 
support point (24) of the three support points (23-25) of the bending unit (20) 
and having a support point (32); a cutting unit (21) for cutting the length of 
spring band steel (11) passing through the bending and reverse band unit 
(20, 22); marking the length of spring band steel (1 1 ) in the spring band (1 0) 
by trigger holes (1 2) for triggering a control unit (29) for beginning and ending 
bending with the bending unit (20) and reverse bending with the reverse 
bending unit (22) and for beginning cutting with the cutting unit (21). 

53. (Currently amended) A device ao dofine ri i n oloim 52 A 
device for prodding curved l e nnths of soring hand steel (11), comprising a 
hendina unit P " ) including t h , n?e support points (23-25) spaced apart from 
one another thm.inh which a spring band steel (10) which is made of the 
lengths of spring band steel (V ) that adioin onp another and are of one 
piece with one another, is nonvevable so that the supp ort points (23-25) rest 
against alternating band sid e s of the soring hand steel . wherein the cent e r 
support point (241 of the thr ™* support points (23-25) is embodied so that it is 
movable lateral to the soring band steel in o rder t o adjus t the banding radius; 
a reverse binding unit (22 ) frat engages th R same band side of the spring 
band steel (1") as the center support point P 4 ) of the thre e support points 
(23-25) of the bending unit (20) and having a su pport p oint (32); a cutting unit 
(21) for cutt in g the length of soring band steel (11) passing through the 
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bepdin g averse band UOB iZQ *»= fflg length of spring ban d 

aegj f 1 ) m the sorin g baMLI Q) * V "" aer hoteg (1 ? ^ for trif| q ftrlnq 3 C ° n - 
unit f ™ for heolnnir g apd ^Hinn hendinn wjth the hPndjpg unit (20) _and 
Ig ver §fi bending with the re^e Ending , .nit (9?) onri for beginning cutting 
^s^.Hina unit (211. wherein the cutting unit (21) is integrated into the 
bending unit (20) by virtue of the fact that the last support point (25) of the 
bending unit (20) in the advancing direction of the spring band steel is 
embodied as a cutting edge (30) extending over the width of the spring band 
steel, which a cutting blade (31) is guided past, moving lateral to the spring 
band steel (10). 

54. (Previously presented) A device as defined in claim 52. 
wherein the adjusting movements of the central support point (24) of the 
bending unit (20) and the support point (32) of the reverse bending unit (22) 
are controlled by means of a control unit (29) in accordance with programs 
which take into account the varying material thickness and the possibly 
varying, predetermined zonal bending radii of the lengths of spring band 
steel (11). 

55. (Previously presented) A device as defined in claim 54, 
wherein the lengths of spring band steel (1 1 ) following one after the other in 
the spring band steel (10) are marked by means of trigger holes (12) in the 
spring band steel (10) which are used to trigger the control unit (29) in order 
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to begin and end the bending and reverse bending programs and to trigger 
the cutting process by means of the cutting unit (21). 

56. (Previously presented) A device as defined in claim 54, 
wherein the programmed adjusting movement of the central support point 
(24) of the bending unit (20) and the programmed adjusting movement of the 
support point (32) of the reverse bending unit (22) are matched to each other 
so that the bending degree produced in the bending unit (20) is greater by 
the reverse bending degree than the predetermined final bending degree of 
the length of spring band steel (11). 

57. (Previously presented) A device as defined in claim 56, 
wherein the magnitude of the reverse bending degree is empirically 
determined. 

58. (Previously presented) A device as defined in claim 56, 
wherein the reverse bending degree is selected to be 1 0-20% of the bending 
degree. 

59. (Currently amended) A -dc u ibi a u d u fin ci i n H-ii m M & 
device for orod. icjpg cupffitj length s of spring band steel (11) comprising a 
h^nHinn ynjt (20) including three syBport points (23?S) spaced apart 1 
nnp another thro u gh whirJn a sori n g h.nri steel <10) which is made of the 
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jgng thg of soring hand steel (11) that adjoin o ne another and are of one 
P i»ra with one a™ther is convey *"* that the si .pport points (23-25) rest 
an ainft t alternatin g hnnH sides of jfa g c prinn hand steel wherein the center 
s, .p port nnint (24) of the three suppor t points (23-25) is embodied so that it is 
mnvahle lateral th» snrlno baq d, gjee! in order to ariii ist the handing radius; 
a reverse bendi n g ■ .nit (72) that e n gages the sa me hand side of the spring 
hand steel (10) «-« the center s up port point (24) of the three support poin t s 
pa-95) of the handing unit (2 n) and having a support point (3?); a cutting unit 
(21) far cutting the length of sr *"™! hand steel (11) passing through the 
hiding and re"«™ hand unit ( ?n 22V marking the length of spring band 
stre! (11) in the s pring hand (10) bvtrinner holes (12) for triggering a control 
■ ■nit (29) for be n 'nnina and ending bending with the bending unit (20) and 
r ^rse bending with the reverse Ending unit (2?) and for beginning cutting 
with the cuttinn unit (21). whe ^ jn the adjusting movements of the central 
ft ,.nnort point (24) of the bending (20) and the support point (32) of the 
reverse bendi™ ».nit (22) are controlled bv means of a control unit (29) i n 
accordance with nmarams whic h tak* into account the varying material 
thickness and the possibly v a rying, predetermined wnal bending radii of the 
len gths of sorino band steel (11) . wherein an image capturing system (36) is 
provided for optically measuring the finished lengths of spring band steel (1 1) 
cut from the spring band steel (10) and determining the deviation from a 
preset reference value, and by means of a correcting device (37) for 
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correcting the bending and/or reverse bending program as a function of an 
average reference value deviation. 

60. (Previously presented) A device as defined in claim 53, 
wherein the first support point (23) of the bending unit (20) in the advancing 
direction of the spring band steel (10) is embodied so that it can be moved, 
preferably manually, lateral to the spring band steel (10) in the direction of 
the band thickness. 

61. (Previously presented) A device as defined in claim 53, 
wherein the two support points (23, 24) of the bending unit (20) and the 
support point (32) of the reverse bending unit (22) are constituted by the 
circumference of rollers (26, 27, and 33). 

62. (Previously presented) A device as defined in claim 52, 
wherein the spring band steel (10) is wound on a storage roll (15) and that 
the spring band steel (10) is conveyed between at least two driven advancing 
rollers (13, 14), which engage opposite band sides of the spring band steel 
(10), take the spring band steel (10) from the storage roll (1 5), and supply it 
to the bending unit (20). 

63. (Previously presented) A device as defined in claim 52, 
wherein a number of rollers selected from the group consisting of guide 
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rollers (16-19) and guide rails are disposed ahead of the bending unit (20) 
and rest in pairs against opposite sides of the spring band steel (10). 
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